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Translation of Cited Reference 1 : JP-A No. S6 1-259903 



Title: Manufacturing Method for Closure Device of Container 

Publication Date: November 18, 1986 
Application Date: April 24, 1985 

1 . Title of the Invention 

Manufacturing Method for Closure Device of Container 

2. Scope of Claims 

A manufacturing method for a closure device comprising: 

bonding a metal foil (3), formed with a thermo -melting adhesive layer (2) on one face (1) 
thereof, by another face (4) of the metal foil (3) to an opening portion (6) of a container 
having an external closure face (5) or to a container closure device (9) formed from a 
closure member (8) having an inner closure face (7), boding being to one or other of the 
two closure faces (5), (7); 

fitting the closure member (8) to the container opening portion (6) to form the closure 
device (9); and 

pressing the closure member (8) toward the container opening portion (6); melting the 
adhesive layer (2) while in this pressed state; and bonding the metal foil (3) to the other of 
the two closure faces (5), (7). 

3. Details Description of the Invention 
Field of Industrial Application 

The present invention relates to a manufacturing method of a closure device for a container, 
such as a bottle, carton, box, can, plastic container of the like. 

Prior Art 

The inventor of the present invention has previously devised and disclosed a closure device 
for a bottle (see Japanese Utility Model Application S5 8-49529). 

In this proposal, while not shown in the figures, one face of a metal foil is provided bonded 
to a bottle opening, a lid is fitted over the bottle opening from the outside of the metal foil, 
and the other face of the metal foil is bonded to the inside face of the lid. 



The type of lid is generally one moulded from a synthetic resin and is gas-permeable. 
Therefore if air transmission is allowed to take place, deterioration of the contents of the 
bottle occurs due to the oxygen present in the air. The above closure device provides the 
metal foil between the bottle opening and the lid, thereby preventing air transmission 
through the lid. The closure device is also moulded so as to tear out the metal foil by the 
lid being opened. 

Problem to be Solved by the Invention 

However, while the above bottle closure device exhibits the effects as described above, 
manufacture relies on manual operations, and naturally productivity is not improved, and 
manufacture is a burden. 

The present invention is one to address this problem, and an object of the present invention 
is to provide a container closure device manufacturing method that is both extremely easy 
and also has high productivity. 

Method of Solving the Problem 

Describing the present invention in terms of drawings showing exemplary embodiments, in 
Fig. 1 to Fig. 6 is shown a manufacturing method for a container closure device including: 
bonding a metal foil 3, formed with a thermo -melting adhesive layer 2 on one face 1 
thereof, by another face 4 of the metal foil 3 to an opening portion 6 of a container having 
an external closure face 5 or to a container closure device 9 formed from a closure member 
8 having an inner closure face 7, boding being to one or other of the two closure faces 5,7; 
fitting the closure member 8 to the container opening portion 6 to form the closure device 
9; pressing the closure member 8 toward the container opening portion 6; melting the 
adhesive layer 2 while in this pressed state; and bonding the metal foil 3 to the other of the 
two closure faces 5,7. 

Effect of the Invention 

The other face 4 of the metal foil 3, formed as described above, is bonded to either the 
external closure face 5 of the container opening portion 6 or to the inner closure face 7 of 
the closure member 8. The closure member 8 is then fitted to the container opening 
portion 6, and the adhesive layer 2 is melted while pressing the closure member 8 against 
the container opening portion 6, bonding the metal foil 3 to the other face from the external 
closure face 5 and the inner closure face 7. 



Example 



As shown in Fig. 1, a metal foil (for example aluminum foil), having a thermo-melting 
adhesive layer 2 on one face 1 thereof, is bonded by the other face 4 to a thermo-plastic 
synthetic resin layer 13, this metal foil 3 is placed in a non-illustrated manufacturing mould 
for the closure member 8, and the closure member 8 is moulded by injecting molten 
synthetic resin from above the synthetic resin layer 13. The closure member 8 bonded to 
the metal foil 3 as shown in Fig. 2 is thereby obtained. 

Note that the above method is one example, another example is to bond the other face 4 of 
the metal foil 3 to the inner closure face 7 of an already manufactured closure member 8, 
using non-illustrated adhesive. Or, as shown in Fig. 6, in place of the closure member 8, 
the other face 4 of the metal foil 3 may be bonded with non-illustrated adhesive to the 
external closure face 5 of the container opening portion 6. In such a case the synthetic resin 
layer 13 is preferably pre-formed to the other face 4 of the metal foil 3. Easier bonding is 
achieved by forming in this manner. 

Next, as shown in Fig. 3, the closure member 8 is fitted to the container opening portion 6. 
The closure member 8 is then pressed toward the container opening portion 6 by the press 
11, and while in this state heat is applied from outside of the closure member 8, using a 
high frequency heating device 12. The metal foil 3 thereby generates heat, and this heat 
melts the adhesive layer 2, bonding the one face 1 of the metal foil 3 to the container 
opening portion 6 or to the closure member 8, and forming the closure device as shown in 
Fig. 4. 

Note that in the above explanation a bottle opening has been given as an example of the 
container opening portion 6, however the container opening portion 6 may be of a box, 
carton, can etc., as shown in Fig. 7. 

Explanation has also been given of melting the adhesive layer 2 using a high frequency 
heating device, however an ultrasound device 14 may be used, such as shown in Fig. 8. 
Pressure is applied using the same device 14 while the adhesive layer 2 is melted, as shown 
in Fig. 4, forming the container closure device. 

An outer lid 15, a pouring nozzle 16, and a spiral-threaded portion 17 are shown in Fig. 4. 
The spiral-threaded portion 17 may be an engaging portion. A tear-off member 1 8, an 
endless tear groove 19, and an inner ring 20 are shown. The closure member 8 and the 
outer lid 1 5 are both moulded from synthetic resin. 

A flange 21 is also shown in Fig. 7. 



Effect of the Invention 



A container closure device can be manufactured easily and in a short period of time by 
configuration as per the invention described above. 

4. Brief Explanation of the Drawings 

Fig. 1 to Fig. 6 show exemplary embodiments of the present invention: Fig. 1 is a cross- 
section of a metal foil used in a container closure device manufacturing method; Fig. 2 is a 
cross-section of a closure member showing one step in a container closure device 
manufacturing method; Fig. 3 is similarly a cross-section showing the next step in the same 
manufacturing device; Fig. 4 is a cross-section of a container closure device formed by the 
device shown in Fig. 3; Fig. 5 is a cross-section of a closure member in a manufacturing 
process different to the process of Fig. 1 to Fig. 4; Fig. 6 is a cross-section of a container 
opening in the same process [as Fig. 5]; Fig. 7 is a cross-section showing another 
exemplary embodiment of the present invention, where the container opening is of a box, 
can, carton or the like; Fig. 8 is a cross-section showing another exemplary embodiment of 
the present invention, where manufacture of the container closure device uses an ultrasound 
device. 

1 one face 

2 adhesive layer 

3 metal foil 

4 other face 

5 external closure face 

6 container opening portion 

7 inner closure face 

8 closure member 
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closure device 



